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HEEARMMITAAICSINREER R BSEI T iR ESim ) AICrSiN coating for prehardened steel milling is used, from middle hardness
SR E SR YIE, class to high hardness class. There are preeminent durability and processing
SR T A S T S A TEAEMMIE, efficiency in a high-speed milling.
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CX400-HBE20015 015 03 06 50 4 1
CX400-HBE2002 0.2 04 08 50 4 1
CX400-HBE20025 0.25 05 1 50 4 1
CX400-HBE2003 03 06 12 50 4 1
CX400-HBE2004 04 0.8 16 50 4 1
CX400-HBE2005 05 1 2 50 4 1
CX400-HBE20075 075 15 45 50 4 1
CX400-HBE2010 1 2 6 50 6 1
CX400-HBE20125 1.25 25 6 50 4 1
CX400-HBE2015 15 3 8 60 6 1
CX400-HBE2020-4 4 6 50 4 2
CX400-HBE2020-6 2 4 8 70 6 1
CX400-HBE2025 25 5 12 80 6 1
CX400-HBE2030 3 6 12 90 8 2
CX400-HBE2040 4 8 15 100 8 2
CX400-HBE2050 5 10 18 100 10 2
CX400-HBE2060 6 12 22 110 12 2
HESZLTEISE {4 Recommended Milling Conditions
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R ap P D P 4 - 5 s
0.15 0.06 0.024 2.322 31,051 0.056 0.022 1916 27946 0021 0.054 1551 22,930
0.2 008 0032 2,268 30454 0075 0.029 1872 27409 0.028 0.072 1517 22,930
0.25 0.1 0.04 2.236 30096 | 00935 | 00365 1846 27086 0.035 0.09 1496 22,930
03 0.12 0.048 2,090 25080 | 01125 | 00435 1732 22572 0.042 0.108 1410 19,108
04 0.16 0.064 1,865 22,393 015 0.058 1546 20153 0.056 0.144 1259 17.197
05 02 0.08 2327 22930 | 01875 | 00725 1932 20637 0.07 0.18 1577 18,344
075 03 012 2583 21497 0281 0.109 2143 19347 0.105 027 1749 16815
1 04 0.16 2734 21,139 0.375 0.145 2271 19025 0.14 0.36 1856 16,051
1.25 05 02 2,921 19777 | 04685 | 01815 2426 17800 0.175 045 1982 14,675
15 06 0.24 2,881 18392 | 05625 | 02175 2396 16553 021 054 1961 13,758
08 0.32 2717 17.377 075 029 2268 15639 028 072 1864 13,185
2 08 032 3,030 17.377 075 0.29 2535 15639 0.28 072 2090 13,185
25 1 04 3,200 15908 | 09375 | 03625 2676 14317 035 0.9 2207 11.924
3 1.2 048 3010 13,734 1125 0.435 2521 12361 042 1.08 2083 10318
4 1.6 0.64 2749 11196 15 058 2303 10077 056 1.44 1901 8312
5 2 08 25582 9,960 1875 0725 2164 8965 07 18 1788 7,108
6 24 0.96 2561 9017 225 087 2145 8115 084 2.16 1771 6,306
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2 E A HRCO5%H AR = i M ISR I TR A AR 3t 70 CX650 is a special end mill for super high hardness material for high speed
B, BENE, RIESRITETIAEASFERCKKASim =M milling of HRC65 domain. It is a high-end model of CKK characterized by super
heat resistance, a super-highly efficient one, and a high rigidity tool profile.
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BS Diameter
Model number
CX650-HBE2005-4 0.5 1 5 50 4 1
CX650-HBE2005-6 0.5 1 3 50 6 1
CX650-HBE2010 1 2 6 50 6 1
CX650-HBE2015 1.5 3 8 60 6 1
CX650-HBE2020 2 4 8 70 6 1
CX650-HBE2025 2.5 5 12 80 6 1
CX650-HBE2030 3 6 12 90 6 2
CX650-HBE2040 4 8 15 100 8 2
CX650-HBE2050 5 10 18 100 10 2
CX650-HBE2060 6 12 22 110 12 2
ﬁﬁtﬂﬁu%ﬁ: Recommended Milling Conditions
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|| pf @The table show standard milling guidance of perforating process as written picture.
@Use arigid and precise machine and tool holder.
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0.5 0.11 0.27 1,310 | 44,100 | O.11 0.32 2,630 | 42,000 | O.11 0.21 2,100 | 31,500
1 0.21 0.54 1,580 | 29,300 | 0.21 0.53 3,150 | 26,250 | 0.21 0.53 2,630 | 26,250
1.5 0.32 0.95 2,590 | 26,780 | 0.21 0.84 3,510 | 21,000 | 0.21 0.63 2,630 | 18,900
2 0.42 1.26 2,520 | 22,050 | 0.32 1.58 3,150 | 21,000 | 0.21 0.84 2,630 | 16,800
2.5 0.53 1.58 2,570 |1 18900 | 0.32 1.58 3,150 | 18,900 | 0.21 1.26 2,630 | 12,600
3 0.63 1.89 2,630 | 16,800 | 0.32 2.1 3,150 | 16,800 0.32 1.26 2,630 | 8,400
4 0.84 3.26 2420 | 13,130 | 0.53 2.1 2,630 | 10,500 | 0.42 1.26 1,890 | 7,350
5 1.05 3.15 2,000 | 11,030 | 0.74 2.63 2,100 | 7,350 0.53 1.58 1,580 | 5,250
6 1.26 3.78 1,790 | 9,450 1.05 8.1 1,580 | 5,250 0.63 2.1 1,260 | 4,200
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CX650 show an exceptional performance in high-speed machining of high hardness steel.
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CX650 tJJHlEER Cx650 series ball end mill cutting experiment
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High durability to surpass overwhelmingly third-party products.
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by droplet removal process, the cutting burden of a tool is reduced, and a tool life is getting longger.
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TEL 86-411-8751-3258 FAX 86-411-8750-4256
E-mail:ckk-ch@ckk-tool.co.jp

Web Site URL:www.ckk-tool.com

Thai CKK Trade CO.LTD.

152 Chartered Square Building, Floor 12,

Unit 12-06 North Sathorn Road, Silom, Bangrak,
Bangkok 10500

TEL:+66-[0]2637-7304 E-mail:ckk-thai@ckk-tool.co.jp




